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(54) INNER MOLD FOR PRODUCING TIRE 

(57)Abstract: 

PROBLEM TO BE SOLVED: To clamp mold segments together 
simply and surely by providing a nearly cylindrical main clamping 
body to be fitted to the inner end in the radial direction on one 
side of a core body and a nearly ring-shaped detachable 
subordinate clamping body to be fitted to the inner end in the 
radial direction on the other side of the core body. 
SOLUTION: Mold segments 12 are arranged closely to 
constitute a core body 1 1. The sleeve 31 of a nearly cylindrical 
main clamping body 37 is inserted from one side in the axial 
direction coaxially with the core body 1 1. In this operation, a 
ring-shaped projection 36 is inserted into a ring-shaped groove 
27, and one end in the axial direction of the main clamping body 
37 is fitted to the inner end in the radial direction of one side of 
the core body 1 1. Next, the other side ring body 40 is installed 
as a nearly ring-shaped subordinate clamping body. Positioning 
pins 46 are inserted into the ring body 40 and the core body 1 1, 
a ring-shaped projection 42 is inserted into a ring-shaped 
groove 28, the ring body 40 is fitted to the inner end in the 
radial direction on the other side of the core body 11 . A male 
screw 44 is engaged with a female screw 43, the sleeve 31 is rotated, and the ring body 40 is clamped 
to the other end in the axial direction of the sleeve 31. 
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* NOTICES * 

JPO and NCI PI are not responsible for any 
damages caused by the use o£ this translation. 

1 .This document has been translated by computer. So the translation may not reflect the original precisely. 
2.**** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] The axis of the shape of an abbreviation doughnut constituted by arranging two or more mold 
segments in a hoop direction in the state of adhesion, When it is inserted holding coaxial relation to said 
axis, and is concluded by the shaft-orientations other end of the approximately cylindrical main conclusion 
object with which the shaft-orientations end section is stopped by tiie radial toe by the side of one of an axis, 
and the main conclusion object dismountable and it is concluded by this main conclusion object. The inside 
mold for tire manufacture characterized by having the subconclusion object of the shape of an abbreviation 
ring stopped by the radial toe by the side besides an axis. 

[Claim 2] The inside mold for tire manufacture according to claim 1 which concluded the sleeve on the 
subconclusion object by screwing the male screw formed in the shaft-orientations other end periphery of a 
sleeve in the female screw formed in the inner circumference of a subconclusion object while constituting 
said main conclusion object from a cylinder-like sleeve and a 1 side ring object which is supported by the 
shaft-orientations end section of this sleeve pivotable, and is stopped by said axis. 
[Claim 3] Main [ said ], the inside mold for tire manufacture according to claim 1 which constituted the 
subconclusion object from an ingredient with a coefficient of thermal expansion smaller than an axis. 
[Claim 4] The inside mold for tire manufacture according to claim 1 in which the continuation ring-like 
vulcanization room where a vulcanization medium is poured into the interior of an axis by forming in the 
interior of each mold segment the penetration room which extends in a hoop direction was formed. 
[Claim 5] The inside mold for tire manufacture according to claim 4 which formed one or more through 
tubes in each reinforcing rib while preparing the reinforcing rib parallel to the flat surface containing the 
axis of an axis in the penetration room of each mold segment. 

[Claim 6] The inside mold for tire manufacture according to claim 1 which established the doubling 
depression where said doubling projection is inserted in the end face stuck to one mold segment of the mold 
segment of another side while doubling with the end face stuck to the mold segment of another side of one 
mold segment among the adjoining mold segments and preparing a projection. 



[Translation done.] 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Field of the Invention] This invention relates to the inside mold for tire manufacture used until it results 

[ from shaping of a raw tire ] in vulcanization. 

[0002] 

[Description of the Prior Art] In order to manufacture the pneumatic tire of high performance high 
efficiency and cheaply in recent years A rubberizing code is knit up into the perimeter of the inside mold for 
tire manufacture of the shape of an abbreviation doughnut which consisted of the rigid bodies. Then, twist a 
rubberizing code around the radial outside of this rubberizing code layer (carcass layer) spirally, and a belt 
layer is constituted. Furthermore, band-like crude rubber (tread rubber) was twisted around the outside of a 
carcass and a belt layer, the raw tire was fabricated, and the approach of carrying out carrying-in receipt and 
vulcanizing a mold in vulcanization mold (dies body for tire manufacture), as it is, while it was equipped 
with this raw tire after that was proposed. 

[0003] In order to have to take out such an inside mold for tire manufacture after vulcanization and from the 
inside of a vulcanized tire, he constitutes it by arranging two or more mold segments movable (it being able 
to retreat freely) to the radial inside in a hoop direction in the state of adhesion, and is trying to take it out 
from the inside of a vulcanized tire here by moving these mold segment to the radial inside one by one as 
indicated by JP,6-28863,B. 
[0004] 

[Problem(s) to be Solved by the Invention] Moreover, although the mold segments of such an inside mold 

for tire manufacture had to be firmly concluded at the time of shaping of a raw tire, and vulcanization, the 

mold was not known, while the concrete proposal about conclusion of these mold segments is not made at 

all by said official report, consequently it could use for manufacture of a tire in the former. 

[0005] This invention aims at offering the inside mold for tire manufacture which can conclude mold 

segments simply and certainly. 

[0006] 

[Means for Solving the Problem] The abbreviation doughnut-like axis with which such a purpose is 
constituted by arranging two or more mold segments in a hoop direction in the state of adhesion, and a 
vulcanization room is formed in the interior, When it is inserted holding coaxial relation to said axis, and is 
concluded by the shaft-orientations other end of the approximately cylindrical main conclusion object with 
which the shaft-orientations end section is stopped by the radial toe by the side of one of an axis, and the 
main conclusion object dismountable and it is concluded by this main conclusion object. It can attain by 
having the subconclusion object of the shape of an abbreviation ring stopped by the radial toe by the side 
besides an axis. 

[0007] In assembling the inside mold for tire manufacture, after arranging first, sticking two or more mold 
segments to a hoop direction in predetermined sequence and constituting an abbreviation doughnut-like axis, 
the main conclusion object is inserted in this axis from a shaft-orientations 1 side, and the shaft-orientations 
end section of this main conclusion object is stopped to the radial toe by the side of one of an axis. Next, it 
concludes to the shaft-orientations other end of the main conclusion object, making a radial toe stop a 
subconclusion object by the side besides an axis. Thereby, although the Lord and a subconclusion object are 
unified, since each has stopped [ the radial toe of the side 1 of each mold segment, and else ] to the Lord and 
the end section of a subconclusion object which were these-unified, and the other end, these mold segment 
can be concluded certainly and firmly by them through the Lord and a subconclusion object, and it can be 
enough used for them at shaping of a raw tire, and vulcanization. And since mold segments can be 
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concluded only with the Lord and a subconclusion object in this way, structure becomes easy. 
[0008] Moreover, it is in the condition of having made the 1 side ring object according to claim 2 which will 
contact an axis if constituted like, and the subconclusion object standing it still, namely, a conclusion 
activity can be done easily, holding predetermined hoop direction physical relationship for an axis, and a 1 
side ring object and a subconclusion object. Furthermore, when [ according to claim 3 ] are constituted like 
and an inner mold becomes an elevated temperature with vulcanization, the Lord and a subconclusion object 
bind an axis tight and it becomes certain concluding them between both. Moreover, if constituted like a 
publication in claim 4, the thickness of an axis becomes thin, the heat from a vulcanization medium is 
transmitted to a raw tire quickly and certainly, and compaction of vulcanizing time can be aimed at. 
Furthermore, the mechanical strength of the axis with which thickness became thin when constituted like 
according to claim 5 can be raised. Moreover, while the activity according to claim 6 at the time of 
constituting an axis combining a mold segment if constituted like becomes easy, gap prevention after being 
put together can also be performed. 
[0009] 

[Embodiment of the Invention] Hereafter, the 1 st operation gestalt of this invention is explained based on a 
drawing. The raw tire with which the after that and this axis 1 1 was equipped although the raw tire was 
fabricated by being the axis which 1 1 consists of aluminium alloys in drawing 1 , and 2, 3 and 4, and is 
presenting the shape of a doughnut as a whole, and rubberizing code and band-like rubber being knit up into 
the perimeter of this axis 1 1 as mentioned above, and being twisted is carried in in vulcanization mold (dies 
body for tire manufacture) as it is, it vulcanizes, and a pneumatic tire is manufactured. It consists of two 
kinds with Yamagata segment in which hoop direction die length becomes gradually short as it goes to 
sector segment to which hoop direction die length becomes long as these mold segment 12 goes to radial 
outside, although [ constituted by arranging, where / to which said eixis 1 1 carried out the arc / two or more 
ten mold segments 12 are stuck to a hoop direction here ], and 12a, and radial outside 12b of segments, and 
is arranged by turns in the hoop direction. Thus, although sector segment 12a and Yamagata segment 12b 
are adjoined and arranged The square pole-like projection [ doubling ] 13 is formed in the radial heel in 
respect of the hoop direction both ends stuck to sector segment 12a of Yamagata segment 12b among these 
segment 12a and b, respectively. On the other hand, the doubling depression 14 where said doubling 
projection 13 is inserted, respectively is established in the radial heel in respect of the hoop direction both 
ends stuck to Yamagata segment 12b of sector segment 12a. Thus, if the doubling depression 14 where it 
doubles with the hoop direction both-ends side of Yamagata segment 12b, projection 13 is doubled with the 
hoop direction both-ends side of sector segment 12a, and projection 13 is inserted is established Since the 
assembly of an axis 1 1 is completed only by doubling these doubling projection 13 and inserting in a 
depression 14 in case an axis 1 1 is constituted combining the mold segment 12, while assembly operation 
becomes easy, a gap of the mold segment 12 after assembly is prevented effectively. Said doubling 
depression 14 has extended in the radial inside to the inside of sector segment 12a so that the doubling 
projection 13 may not receive sector segment 12a to an obstacle in this case, although Yamagata segment 
1 2b is first moved to the radial inside when disassembling the axis 1 1 after vulcanization is completed as 
mentioned above here and taking out from the inside of a pneumatic tire. 1 5 is the tab formed in the edge 
within radial of each mold segment 12, and performs disassembly of an axis 11, and assembly by holding 
this tab 15 and moving the mold segment 12. 

[0010] The penetration room 17 which extends in a hoop direction is formed in the interior of each mold 
segment 12, and opening of these penetration rooms 17 is carried out in the hoop direction both ends of this 
mold segment 12. Here, since the mold segment 12 is put in order in the condition of having stuck to the 
hoop direction as mentioned above, all the penetration rooms 17 are open for free passage in the shape of a 
ring, and constitute the continuation ring-like vulcanization room 1 8 where a vulcanization medium is 
poured into the interior of an axis 11.19 and 20 approach the radial toe of one of Yamagata segment 12b, it 
is prepared, and it is the supply path and discharge path which were connected to the source of a 
vulcanization medium and the source of discharge which are not illustrated, respectively, and, on the other 
hand, the vulcanization medium in the vulcanization room 18 is discharged [ a vulcanization medium is 
supplied to the vulcanization room 1 8 through this supply path 19 and ] through the discharge path 20. And 
if the continuation ring-like vulcanization room 1 8 is formed in the interior of an axis 1 1 by forming the 
penetration room 17 in the interior of each mold segment 12 as mentioned above, while the thickness of an 
axis 1 1 will become thin and weight will be mitigated, the heat from the vulcanization medium supplied to 
the vulcanization room 1 8 is transmitted to the raw tire prepared in the perimeter of this axis 1 1 quickly and 
certainly. Moreover, although the reinforcing rib 21 with which the rim was connected with the inside of the 
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mold segment 12 is formed in the penetration room 17 of each mold segment 12, since these reinforcing ribs 
21 are prolonged in parallel with the flat surface containing the axis of an axis 11, these penetration room 17 
is divided into two ** 17a and 17b with a reinforcing rib 21. Thus, if the penetration room 17 is divided with 
a reinforcing rib 21, since flow will be intercepted with this reinforcing rib 21, the vulcanization medium 
supplied to the vulcanization room 18 forms two through tubes 22 in each reinforcing rib 21 one or more 
pieces and here, and the vulcanization medium enables it to flow the inside of the vulcanization room 1 8 to a 
hoop direction. Here, although the reinforcing rib 21 of Yamagata segment 12b with which said supply path 
19 and the discharge path 20 are formed is arranged between these supply path 19 and the discharge path 20, 
the vulcanization medium which the through tube 22 was not formed, consequently was supplied through 
the supply path 19 will carry out the inside of the vulcanization room 18 about 1 round, and will be 
discharged by this reinforcing rib 21 from the discharge path 20. And if the reinforcing rib 21 parallel to the 
flat surface containing the axis of an axis 1 1 is formed in the penetration room 17 of each mold segment 12 
as mentioned above, the mechanical strength of the axis 1 1 with which thickness became thin can be raised 
to extent which can fiilly perform shaping of a raw tire, and vulcanization. The arc slot 26 where the arc slot 
25 which extends in a circumferencial direction extends also on a side face in addition to this on the other 
hand at a circumferencial direction is formed in the one side face in the radial toe of each mold segment 12. 
And these arc slots 25 and 26 constitute the circular sulci 27 and 28 continuously formed in one side face of 
an axis 11, and other side faces, respectively, when an axis 1 1 is assembled. 

[001 1] 31 is a cylinder-like sleeve and the flange 32 is formed in the shaft-orientations end section periphery 
of this sleeve 31. It is the 1 side ring object supported by the shaft-orientations end section of this sleeve 31 
pivotable while fitting of 33 is carried out to the outside of said sleeve 31, this 1 side ring object 33 is 
pinched from both sides with said flange 32 and the stop ring 34 attached in the periphery of a sleeve 31, 
and the stop is escaped from and carried out to the sleeve 31. The method flange 35 of outside is formed in 
the shaft-orientations end section of this 1 side ring object 33, and the annular projection 36 is formed in the 
shafl-orientations other end side of the method flange 35 of this outside. And said 1 side ring object 33 is 
that the annular projection 36 is inserted in said circular sulcus 27, and is stopped by the radial toe by the 
side of one of an axis 1 1 . The sleeve 3 1 mentioned above and the 1 side ring object 33 constitute the 
approximately cylindrical main conclusion object 37 with which the shafl-orientations end section is 
stopped by the radial toe by the side of one of an axis 1 1 as a whole, and the sleeve 3 1 of this main 
conclusion object 37 is inserted from 1 side, holding coaxial relation to the central space of an axis 11. 
[0012] It is a side ring object besides 40 considering as the subconclusion object which carried out the shape 
of an abbreviation ring, in addition the method flange 41 of outside is formed in the shaft-orientations other 
end of the side ring object 40, and the annular projection 42 is formed in the shaft-orientations end side of 
the method flange 41 of this outside, moreover — in addition, the thing which the male screw 44 formed in 
the shaft-orientations other end periphery of said sleeve 3 1 screws in this female screw 43 although the 
female screw 43 is formed in the inner circumference of the side ring object 40 ~ the side ring object 40 else 
— the main conclusion object 37 — it is concluded it is detailed and dismountable to a sleeve 3 1 . And when 
the side ring object 40 else is concluded by the main conclusion object 37 in this way, the annular projection 
42 of the side ring object 40 else is inserted in the circular sulcus 28 of an axis 11, and, thereby, the side ring 
object 40 else is stopped by the radial toe of a side besides an axis 1 1 . Here, since it consists of steel, if 
temperature rises with vulcanization, the side ring object 40 besides the above and the main conclusion 
object 37 will prevent leakage of a vulcanization medium an ingredient with a coefficient of thermal 
expansion smaller than an axis 11, and here while the main conclusion object 37 and the side ring object 40 
else bind an axis 1 1 tight from both sides and they ensure conclusion between both. 

[0013] It is the gage pin with which 45 was inserted in the both sides of each about 25 arc slot mold segment 
12 and the way flange 35 outside the 1 side ring object 33, and the gage pin with which 46 was inserted in 
the both sides of each about 26 arc slot mold segment 12 and the way flange 41 outside the side ring object 
40 else, and these gage pins 45 and 46 specify the 1 side ring object 33, the side ring object 40 else, and an 
axis 1 1 to predetermined hoop direction physical relationship. While making the shaft-orientations end 
section of a sleeve 3 1 support the 1 side ring object 33 pivotable as mentioned above, here If it is made to 
conclude by it being acceptable side ring object 40 else with the male screw 44 formed in the shaft- 
orientations other end, and screwing 43 A conclusion activity can be done easily, making an axis 11, 
and the 1 side ring object 33 and the side ring object 40 else hold to the above-mentioned hoop direction 
physical relationship by rotating only a sleeve 31. The axis 1 1 mentioned above, the main conclusion object 
37, and the side ring object 40 else constitute the inside mold 47 for tire manufacture as a whole. 
[0014] Next, an operation of the 1st operation gestalt of this invention is explained. In assembling the 
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above-mentioned inside mold 47 for tire manufacture, it arranges first, sticking the mold segment 1 2 to a 
hoop direction in predetermined sequence, and constitutes an axis 1 1, but if the doubling projection 13 and 1 
doubling depression 14 are used as a guide at this time, mold segment 12 adjoining comrades will serve as 
regular physical relationship easily, and the assembly of an axis 1 1 will become easy and exact. Next, 
although the sleeve 31 of the main conclusion object 37 is inserted from a shaft-orientations 1 side, holding 
coaxial relation to the central space of an axis 1 1, at this time, the annular projection 36 of the 1 side ring 
object 33 is inserted in the circular sulcus 27 of an axis 11, and the shaft-orientations end section of the main 
conclusion object 37 stops to the radial toe by the side of one of an axis 1 1 . Moreover, since a gage pin 45 is 
inserted in the 1 side ring object 33 and an axis 1 1 at this time, the hoop direction physical relationship of 
the 1 side ring object 33 and an axis 1 1 becomes a predetermined thing. Next, while making hoop direction 
physical relationship of the side ring object 40 else and an axis 1 1 into a predetermined thing by inserting a 
gage pin 46 in the side ring object 40 else and an axis 11, the side ring object .40 else is stopped to the radial 
toe of a side besides an axis 1 1 by inserting the annular projection 42 of the side ring object 40 else in the 
circular sulcus 28 of an axis 11. Next, the side ring object 40 else is concluded to the shaft-orientations other 
end of a sleeve 3 1 by rotating a sleeve 3 1 in the condition of having made the male screw 44 screwing in a 
female screw 43, holding an axis 1 1 , and the 1 side ring object 33 and the side ring object 40 else to the 
above-mentioned hoop direction physical relationship. By this, although the main conclusion object 37 and 
the side ring object 40 else are unified Since each has stopped [ the radial toe of the side 1 of each mold 
segment 12, and else ] on the these-unified main conclusion object 37 and the side ring object 40 else. These 
mold segment 12 can be concluded certainly and firmly throu^ the main conclusion object 37 and the side 
ring object 40 else, and can be applicable now to shaping of a raw tire, and vulcanization enough. And since 
mold segment 12 comrades can be concluded only with the main conclusion object 37 and the side ring 
object 40 else in this way, structure becomes easy. 

[0015] Thus, if the inside mold 47 for tire manufacture is assembled, after inserting and connecting the main 
shaft of a tire making machine in a sleeve 3 1 , it will twist, while knitting up a rubberizing code and band- 
like rubber into the perimeter of an axis 1 1 , and a raw tire will be fabricated. Then, the inside mold 47 for 
tire manufacture is carried in in vulcanization mold (dies body for tire manufacture) with drawing and a raw 
tire from a tire making machine. A stop ring is formed in the inner circumference of a sleeve 3 1 , and you 
may make it convey the inside mold 47 for tire manufacture, and a raw tire by making this stop ring stop a 
loader at this time. Next, although this vulcanization medium will be discharged through the discharge path 
20 after it flows the inside of the vulcanization room 1 8 to a hoop direction, passing a through tube 22 if a 
vulcanization medium is supplied to the vulcanization room 18 through the supply path 19, at this time, this 
vulcanization medium vulcanizes a surrounding raw tire quickly through the thin thick axis 1 1 , and uses a 
raw tire as a pneumatic tire by short vulcanizing time. Although an axis 11, the main conclusion object 37, 
and the side ring object 40 else serve as an elevated temperature at this time, since the side ring object 40 
else and the main conclusion object 37 are constituted from an ingredient with a coefficient of thermal 
expansion smaller than an axis 1 1 as mentioned above, the main conclusion object 37 and the side ring 
object 40 else prevent leakage of a vulcanization medium while they bind an axis 1 1 tight from both sides 
and ensure conclusion between both. In addition, although big external force tends to act and deform into an 
axis 1 1 at the time of such vulcanization and shaping of the above-mentioned raw tire, since the reinforcing 
rib 21 is formed in each mold segment 12 which constitutes an axis 1 1, such deformation is prevented 
effectively. 

[0016] Thus, if a pneumatic tire is manufactured, the inside mold 47 for tire manufacture will be 
disassembled and taken out from the inside of this pneumatic tire, but after making the above-mentioned and 
hard flow rotate a sleeve 3 1 at this time and removing the side ring object 40 else from a sleeve 3 1 , the main 
conclusion object 37 is extracted from an axis 1 1 to a shaft-orientations 1 side. Then, the tab 15 of 
Yamagata segment 1 2b is held, and it is made to pull and move to the radial inside. Since the doubling 
depression 14 has extended to the inside of an axis 1 1 toward the radial inside at this time, sector segment 
12a doubles, and migration of projection 13 is not checked. Next, this Yamagata segment 12b is moved to 
shaft orientations, and it takes out from the inside of a pneumatic tire. Then, Yamagata segment 12b and 
sector segment 12a are taken out from the inside of a pneumatic tire like the above-mentioned. 
[001 7] Drawing 5 and 6 are drawings showing the 2nd operation gestalt of this invention. In this operation 
gestalt, while fitting the movable slide ring 52 into the shaft-orientations end section outside of a sleeve 51 
at shaft orientations The spring 55 which energizes this slide ring 52 toward the 1 side ring object 54 is 
formed between the flange 53 of this sleeve 51, and said slide ring 52. Furthermore, while forming two or 
more arc projections 56 left to the hoop direction in the shaft-orientations other end periphery of a sleeve 51, 
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the arc slit 58 prolonged in two or more shaft orientations which separated to the inner circumference of the 
side ring object 57 else in the hoop direction is formed. And such sleeve 51 and 1 side, in concluding the 
mold segment 12 which constitutes an axis 1 1 using the side ring objects 54 and 57 else, after making an 
axis 1 1 stop the 1 side ring object 54 and the side ring object 57 else, it moves a sleeve 51 to a side besides 
shaft orientations, opposing a spring 55 in the condition of lapping with the arc slit 58, in the arc projection 
56. And if the arc projection 56 passes the arc slit 58, only a predetermined include angle will rotate a sleeve 
51 and said arc projection 56 will be lapped with the side ring object 57 besides between the arc slits 58. 
After ending the external force grant to a sleeve 51 in this condition, the arc projection 56 is forced on the 
radial toe of the side ring object 57 else by the energization force of a spring 55, and, thereby, conclusion of 
mold segment 12 comrades is performed. Moreover, in canceling such conclusion, a procedure contrary to 
the above-mentioned performs. In addition, about other configurations and an operation, it is the same as 
that of said 1st operation gestalt. 
[0018] 

[Effect of the Invention] As explained above, according to this invention, mold segments can be concluded 
simply and certainly. 

[Translation done.] 
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[Drawing 3] 




[Drawing 1] 



http://www4.ipdl.ncipi.go.jp/cgi-bin/tran_web_cgi_ejje 3/3/2006 



JP,1 1-034062,A [DRAWINGS] 



Page 2 of 2 



18 




2 1 : mm\}7 

2 2 : Mmn 

3 1 : xy-'y 



3 3 «iy 

3 7 : ^^{|: 

4 0 ; S9«S^i*: 
4 3 : «>*3 C 

4 4 : 

4 7 : ^-r+'Saiffirtsf 




1 3 : '^MmA 
1 4 : ^t3-^m^ 
1 7 :17aiS 

1 8 : in^iss 



[Translation done.] 



http://www4, ipdKncipi.go.jp/cgi-bin/tran_web_cgi_ejje 3/3/2006 



ms^mmffft (jp) 



(12) ^ 



J|t ^ & « (A) (n 

i^^^l 1-34062 



(51)Inta.' 
B2 9C 33/02 
33/20 
35/02 

ijr B2 gK 21:00 
105:24 



F I 

B2 9C 33/02 
33/20 
35/02 



*it* gg:R«0»6 FD 6 H) S»K\zm< 



(21)fflBS# 


»BPP9-211291 


(71)IH«A 


000005278 












iFlS 9 (1997)7^220 




*]RfS«t'*KKiS 1 TB 10» 1 ^ 
















A3SC«Mf«*M-l«r2-15-l 






(74)f«aA 


MM 



(54) 3^-fir«iSffirtM 



(57) mmi 

So 



1 1 .sir 

1 2 :filEdr>>h 

2 1 :muy 

2 2 :nA 

9 1 '.XV-f 

3 8 : -tt'J 

3 7 

4 0 : ammw^ 

43 :l6«aC 

4 4 inuc 

4 7 :^<^UBSnfl 




-1- 



vil^^ctKX *)m^^titcv& y-i-yili<oz^»i:. 
©F«iJit!:}gfi!c?nfcfefe utcjg-a-r « c t -ex u -r* 

So 

[0 0 0 1] 
[0002] 

[0 0 0 3] CCT\ C<Di3*^''r-\'ili3gfflrtS«, 
V>fc«>, 6-2 8 8 6 3 #^ffltci5iS?nTV''5 JO 



^eav 1 1 -3 4 0 6 2 

2 

fc ^ib * i*- •§ c i: T-iiDBiESF* ^ jb^ e, na-r J: 3 tc 
[0 0 0 4] 

[^W*^(»j*LJ:3i:rSiES] Sfc> <i©J;3ft^'i' 
[0 0 0 5] c<DfgB^«. m^^:;^:yvm±^ms^. m 

[0 0 0 6] 

fflcDS-fe > b ^J173 IR] lclB««ffiT'M'< 5 c (c J: 

mmi^Wt^iM^ S c i: tc J: »3 5Sfig-r -s c t 5o 
[0 0 0 7] ^-r-\'^3gfflrt^^ffl^iz:TS^^fc«. 

i6. cne.S-bi^pt>h«3fex iiM^i*^:A-bT?iSSI> 

ssHi^sSi^^n, sfe^-r-^ofigjg, iraBfEtcjfiEiJ-i^ffl-rs 
> h m±(om^^±. wmmmiifx-ij octt^x-^^ 
[0008] $ fc. m^m 2 KiB®<D i 3 ic;gifig-rn 

^oM:&rRi{4®Mfi^*«itbit$$. ^micmmim^ 
ff'jCtti^X't^o l§««3»ciB«0«fe3k:1ll 

fijc-rnif. bmic^-Dxt^mt^^mt^-Dtzt^. 



3 

CO 0 0 9] 

:S;<*1 nfc^ 5f ^' -^^ ti ^-cD $ $ ipBS^-;l/ K 

p« y h i2i±iiiS:^(R]^1.fjliciRiA> 7 ^c^^ev^il::^(R]5^ A^s 

5o ccoJ:3JcajJg-lri7'^>'h12bt73Jl:^|plM4S®(i:^ 
tj-ti:^ei3^, M}g-by^>'M2a©^:eriRlM«8®»c^ 

nt±\ §j-bif^>M2^ffl^-a-tpHi-T.mii**ifiK-r5 

•p:S:«Ji r<oilS3i*^^7-r 5 tab. mAimti^^^ tts:^ 

com. '^t>-^^Bnf}mm-bif?i>'}' 
12 a *^p.s5M^sit*i/^ J; ^ izmti^t>-^m^uiimB 

^ctic^K). z^wu(o^m. ^^fT^o 

[0 0 10] #S-fei^^i/M20rtgi5JC«^:^lSKci£t>' 



(3) ^mW- 1 1 -3406 2 

>'M2bO¥m7Jl^rt4Sa5fCjfigLT^lt8n. 

TiPBS!«<**"«iaeS^i8{c««&^n. -15. SftoiiK20^ 
jii:TfipBggi8rt(Dlm6itj«t*;A^Sfbbsns. ^lt, hu 
10 a?<OJ:3JC#S-b^^P«>M2<Drtai5»cRaMl7*JBfig-r 
ScticiO. :S;<*iiOF«9g|5tc^^U>'yt<ciOiPB5^i8 

^}gfi!c-r5.t3ti:-rn{fs miioi^PAW<^oTa 

4: 4: ttc. ioBSMi8(i:«*&$nfciPSitj« 
jig17lca3^8^A^S-by;>{ > M2«Drt®JCjSI£^nfcM 

3i u 721 enTv^-s*^ ctiP) COM 3a u ^21 {±:s; 

<*:l10WII«:-&tfVffiJc2FfT{C]glfTV^Sfcl6x cn?. 
KJlSl7«*f^U :r2nc J; -ijT 2 00^17 a , 17b tctt 
20 ^e.n-5o CcDJ:3fcMa^17A^ffi3ii;:/21tCj;oTft 
^ens i:> liPSitMl8tc««&^tifciPSit««{*:t±^M5i'J 
:?'21tcJ:-5TiJSt\A^ii»f?4aTU*3fci6, =&«3S'J:r 

21 fC 1 {1W±. C C X\t 2 f@<DHffl?L22^}gfi!c L. iPSS 

snTi/^siiijg-bypt V M2b<oM^'j :/2ittiin€.#^ 

Si&aKl9i:SffflaK20i:tDP^tC@2a^nTI/^5A\ ceo 
*f5*U:/2nc{iHa?L22{imfiSt^nT*5e>-r> coDSg 
«if&aKi9^a UTfii*&snfcipBgji{*t±iPS5^i8 
30 rt^str 1 jibTPtaaES20A>P)Spai?n«c: fcjc* 

So ^LT. Hua)<DJ:3lC^S-b^'WM2£Dma^17 
(c;S;i*:l 1 o|ftSS^#ty¥Stc¥fT^*f 3i U :/2i ^^tt ^ 
J: 5 fc-rntf , ^J?AW< *o fc:S;«:ll£Om«6*J3aK% 
^^''r-\'<Ofig)g, iiPB[E?:J£5i'tcff^«Sa[*Tl^l±?-ti: 
«Ci:*<T'#5o ^S-feyp<>'h12cD^S:^(^rti^gi5T? 

^-cD— {Bii®t{iP3ji;5iRi{c®t;5aiit»tjg25*\ — 
ofteffllSK: t, m^lRlK:j^t;-53Dl«i!l26*^Jgfi!t5 nr 

So ^-LT, CtlP.«D31ltt}g25, 26«. :SI*1,1A^ffl*iE 

^•njBfigsnfc^4«c}S27, 28^^tfig-r-So 
coo 1 n 3n±P3fg«<D;^u-r-efe<9, coxu- 

So 33«Hi}iHx u -:r3ion(iiicffi5^^ ns 1 1 tcig 
X y -r3ioii!i;^iRi-4Sgi5{c[eiiiRiHgic3t}f ^nrc-iii 

U CO-ffidU vyi*33fit(}S7^>'-:^32 

i: X U — 731 <D^J1 li 0 P) nfc±i6 U ^34 {C 

J;t)MffJl*>&t*}^^nT, xu-:^3KcJgttih4i)^fnT 
v^So <:<D-<gy>j:^y«:33<DW:/3iRi-Jffigpict±^i.;j7^ 
>-:^35*^}gfig?n, c:©ii.:^7^>5^3soitt75riR)fte4as 

50 fC«Stt^36*^}gfig*nTV->S. ^-LT. tJfffi-IW'J 



-3- 



5 

coo 1 2] Aoimv^^'ik^Lfcwmi^i^tLrcom 

CCD46tai:43tCBifiHXU-y31©$473[R^te4ffia5^1. 

V^<*40«±J$^Si*37, l¥ L < «X >; -:/31 ICISJ il- b 

*^3fe^i^S<*37lC ^ifS ^ nfc i: ^ , ffilil U V i'*f*40©«t»C 
^e42*^mn©^tt}g28tC}fA?n, CtlfCiO. fis 

n^o ccT% ttfi2fMa'J>'::f<*4o*5ckt;±m5i*37 
^i:. ±m5(*37. ^M!Iu>'i'"*4o^±^r^i*n^MIlJA^8 

coo 1 3] 45«aiitt}l!25ififil<D$S-biy^VM2i:- 

Mr*46tf:/> 46ti5Dit*ej^26a«©^S-t^'*;^>'H2i:fti 

> ^'mi. m& U > ^•<*40 i: i ^ ^©Ji 

<r>W5m-m^\c-m 'J ^yf*33^i5iisorftgii:^}f 

sttfefc, ^•(Dfft:«ri^ft6^g5fc}gfi85nfc*3fei:44i: 

i'&m V > ifmocDtbi^ i;43 1 mw-^t ^ct TS^^g^ff 
^i^fc-rntf, XU-r310if*^lHllS^-ti:5ci:T':S 

coo 1 4] ^Aic^ c<Dmm<omimmmm<D{mic^ 

#to-«i-^l3i:l^t)-Ji-|H*l4i:*:<f^'Ki:UTffl 

fc. ii$iSgi*37<o;^ u -73l^s^t:11^o^4:^sra^cllI$^ 

fr, -iiaU >t^(*330«4*^e36*^mi1©Sltt^27U: 



(4) 1 1-3 4 06 2 

jfA^ti. ^mi^37<om:^[^i-i^ssiti^z^m-\(D-m(D 

t'Sr^o '^(C. fil[Bi*46Vf>'46^{fii!lUi/i'-{*40, Si* 

10 mz%±r^o '^fc. a6fei;43{c43fei:44^js^^-&fc 

tlc^T-xu-:/3l^lH)lto^-y:5iii:tcJ:!?. 

111 u :yifmi. mm u >y»4oi: ^mkE^jitj iRittBH 

7. fteil'J>i^»40tC{±§S-fey^>M2<D-ffl!l. ftell 

m-tif;<>h ^2m±<oum^^mmm7. mm u > 
coo 1 5] c<DXz>ici.r^-f'v^mmPiMA7ms.^ 

■rs, ^cD^. ^-f^m^mpim47^^^^n^mmt^ib 

^ciix^^^wii&mp^m47. ^^^^'^mmr^xo 
mM}8icmm-r:ht. Kiosg«i*«Ha?L22^aiaL^ 

±iMsiS«:37, mmv>ifmoii^mtrj:?>f3\ m 

i!?cDi3 ^cffiiilU >i'*<4:40t5j;t;±SS^St*37^:mi1 J: 
37. {fifwu i'i''(*40«:S:«tn*M{l!l*^e>afJi>MitTM^ 

•rs*^ :S«:l1«:«lfi!c-r«&SH2i''>«>M2fCttfflM5'J 
Co 0 1 6] C€iJ:3fcLT3S^t)^''l'-V'*^®|jt5n 

«i:> K^§iA!3^''i'-\'rt!t)^&^'r-\'ia3ifflrtS47;&«- 

50 «?LTK»Jti}•rA^ c©i:f?tc:«xu— r3l«:W5Ei:jS» 
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7 * 

»f «^:^:^4^:^^. i^tc. SiJLHB-bi^p« vM2bJ&itt:5- Coo i 8] 

COO17]05, 6«C <Dfim(OfB 2 ^fifiJg^J&^-T C@®«DliS**attW] 

^1' K U vy52i:o^tcKx^'i' K 'J i^ifsi^—mv y [03] :S;i*o^?S0TfeSo 

58^^ltTV>§o ^LT. CCDJ;3^7.U-:/51. — 20 [0 6] 0 5<D I - I ^MBr®0T?^5o 
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1#ga^ 1 1 -3 4 0 6 2 



imii [112] 




2 2 : Riin 
3 1 :xy-r 



3 3 :-HW!;>y» 

3 7 : ^^<4: 

4 0 : SSftH^ 
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